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EDM  - Electrical Discharge Machining 
WEDM  -  Wire Electrical Discharge Machining 
MRR  -  Material Removal Rate 
EWR  - Electrode Wear Ratio 
Ra  -  Surface Roughness 
LMC  - Length of Microcracks  
SEM  - Scanning Electron Microscopy 
V  - Machining Voltage 
P  - Peak Current 
A  - Pulse Duration (On-time) 
R  -  Pulse Interval Time (Off-time) 
CNC  - Computer Numerical Control 
DOE  - Design of Experiment 
ASSAB718  Hardened Steel Working Material, ASSAB Steel Grade 
EDM4, 200  Electrode Grade Level 
We   Weight of Electrode 
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